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More than 100 years of precision and innovation.
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Ever since its foundation FRANKEN as part of the EMUGE-FRANKEN company
association has been developing and manufacturing milling tools. The wide
range of end mills of solid carbide and HSS as well as PCD and CBN inserts
or milling cutters with indexable inserts is characterised by precision and
innovation.

The production in our German manufacturing plant in Riickersdorf includes
standard end mills and bore cutters as well as highly precise special form
and profile milling tools. With its large variety of tool types and cutting
materials, the consistently high standards and uncompromising precision,
our product range of milling cutters meets even the highest

quality requirements.

In addition to our selection of milling tools, we also offer a comprehensive
range of clamping systems, tool holders and accessories.

EMUGE-FRANKEN ist nach
1S0 9001:2015 zertifiziert

EMUGE-FRANKEN is certified
according IS0 9001:2015
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Description of the product line

Multi-Cut end mills were developed in particular for high-performance
roughing operations. Due to variable spacing of flutes combined with
the NR profile vibrations and cutting forces are minimised.

The Multi-Cut geometry, which has proven itself for years, has been
extended by a new high-performance AICrN coating. This layer is
characterised by a high oxidation resistance and an excellent thermal
shock stability.

These tools achieve a significant increase in tool life particularly in flood
machining. But also in dry machining the formation of a built-up cutting
edges is reduced and chip removal is improved thanks to a very smooth
surface.

Due to optimum coating properties, a reliable machining process and
increase in productivity is achieved.

Higher number of flutes

The Multi-Cut product line has been expanded to include dimensions

with a higher number of flutes in the long version according to DIN 6527 L
(see page 10). These are available with 5 flutes from a cutting diameter

of 8 mm and with 6 flutes from a cutting diameter of 12 mm.

Higher feed values reduce the machining time and the tool life is increased
due to less wear.

All dimensions with 5 flutes are also suitable for full slot milling up to 1 x d
and ramp angles of up to 10° are possible thanks to large gaps on the
face side.

Characteristics:

e \ariable spacing

e Stabilised cutting edge

e High-performance coatings

e QOptionally available with internal coolant supply, axial exit (ICA)

Main feature:
Process-reliable roughing

Duplex

The term Duplex refers to combination tools for high-performance
cutting (HPC) and high-feed cutting (HFC).

The peripheral cutting edges are fitted with an HPC geometry, the face
cutting edges with high-feed geometry which allow very high feed rates
at a low depth of cut.

Available tools:

e Solid carbide end mills

e Solid carbide end mills with corner radius
o Solid carbide ball nose end mills

e Solid carbide end mills “Duplex”

We provide safe starting conditions (v, / f,) and information on the
recommended coolant-lubricant for each tool depending on the respective
material group.

The QR code shown with the tools will take you directly to the respective
articles in our web store where you can find comprehensive tool information
and cutting data.

Registration provides you with additional product data and functions.
These include standardised tool data (2D / 3D / characteristics), an order or
quotation history and individual watch lists as well as other useful functions.
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e High-performance coating for dry machining
 High thermal shock stability

e Excellent heat resistance

e Excellent coating adhesion

The Multi-Cut with TIALN-coating is particularly suitable for dry machining
of medium and high-alloy steel materials. Due to a high proportion of alloy
components, a lot of heat is generated during machining. Even at medium
cutting speeds, the coating must isolate the heat against the cutting edge.

The layer adhesion of a coating is an important factor for consistent
performance and stable process reliability during machining. If fluctuations
of layer adhesion occur, machining operations can no longer can be

processed safely. The TIALN coating has proven its reliability in this regard.

ALCR coating (L)

e High-performance coating for dry and flood machining
e \lery high thermal shock stability

e Excellent heat resistance

e Optimised surface quality

Due to the above-mentioned properties, the ALCR coating is particularly
suitable for low-alloy steels as well as for general machining tasks which
are carried out dry or with emulsion. Its thermal shock resistance is one
of the most important factors in this regard.

Modern high-tech tools are used at high cutting speeds. This generates
a corresponding amount of heat in the cutting area. This heat must be
isolated against the carbide substrate by the heat resistance of the
coating.

Low-alloy steels are often long-chipping and tend to produce cold weldings
at the clearance angle and in the chip space of a cutting edge. Coating
surfaces should be as smooth as possible to help minimise or completely
prevent any cold welding.

All optimised parameters together result in a tool, which delivers the
highest standard of performance. The FRANKEN Multi-Cut has been a
well-proven milling tool in the area of volume cutting of steel materials
for many years.
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Applications — material

Tensile Strength

Material examples

Material examples

AR U Cold-extrusion steels, Cq15
SRR R Construction steels, <600 N/mm? S2350R (S137-2) SsFiJcmggHS\?v%%ossv%M
RASH Free-cutting steels, etc. 10SPb20 ' '
MRS E R R Construction steels, E360 (St70-2)
RIKS Case-hardened steels, < 800 N/mm2 16MnCr5 3350183'\;"5%5(3&6:\/'52!1 LSCMn,
#3H Steel castings, etc. GS-25CrMo4 naJs,
=R Case-hardened steels, 20MoCr3
BALIBH Heat-treatable steels, <1000 N/mm2 42CrMo4 gé&M ggm?gﬁgm‘gg J';
AEBEE Cold work steels, etc. 102Cr6 n, , braadn,
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
High-alloyed steels, X38CrMoV5-3
0 OsEeEA) Cold work steels, < 1400 N/mm2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
gl Hot work steels, etc. X40CrMoV5-1
Stainless steel materials
11 [7z5A8XILTVTAk Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403
M| 21 [F—X7FAF Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 |[A—AFFANT7zoa4c TR, TEBEER Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 [A—RTFANT5AK 8%, THEEER Austenitic-ferritic heat-resistant (Super Duplex] < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH
) . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200
[eENZS 77 Cast iron with lamellar graphite (GJL) 550-450 N/mm?2 EN-GJL-300 (GG30) Fo300
) . . 350-500 N/mmZ2 EN-GJS-400-15 (GGG40) FCD400
U5k Cast iron with nodular graphite (GJS) 500-900 N/mm? | EN-GJS-700-2 (GGG70) FCO700
— - - B 2
ASE S 3 Cast iron with vermicular graphite (GJV) iggggg mmz gjx igg Eggigg
. 250-500 N/mm2 | EN-GJMW-350-4 (GTW-35) FCMW330
PIIBIAR Malleable cast iron (GTMW, GTME) 500-800 N/mm? | _EN-GJMB-450-6 (GTS-45 FONW370
ZILSZULE Aluminium alloys
< 200 N/mmZ2 EN AW-AIMn1 A1050, A3030
FILEZOLEE EBET Wrought aluminium alloys < 350 N/mmZ2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILEZULER #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
iE® Copper alloys
WiE. EaEH Pure copper, low-alloyed copper < 400 N/mm2 E-Cu57 FH8E, C2400
] Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 Cuzn37 (Ms63) (2720,C2801
TREIE Copper-zinc alloys (brass, short-chipping) < 550 N/mm?2 CuZn36Pb3 (Ms58) (3560,C3710
FZILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 (5210,06280
Hif Copper-tin alloys (tin bronze, long-chipping) <700 N/mm2 CuSn8P LBC3
REIE I Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnP%(Rg?) BC3
= ’ < 600 N/mm2 AMPCO® 8]
G E Special copper alloys < 1400 N/mm2 (,(l\MPCO® 45))
SESPINA Magnesium alloys
RTRVVLESR Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
NTXRIVLEEED Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
BRI Synthetics
2pE{L M RE Duroplastics (short-chipping) Bakelit, Pertinax
e Thermoplastics (long-chipping) PMMA, POM, PVC
HAERLIAE (25 8 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
MR LR (BESEE>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 ] Special materials
757714k Graphite C 8000
YVTATU-RER Tungsten-copper alloys W-Cu 80/20
BEMR Composite materials Hylite, Alucobond
FIVE Titanium alloys
WFrs> Pure titanium < 450 N/mm? Til mFy>
PN - < 900 N/mm2 TiAl6V4 Ti-6AI-4V
FovaE Titanium alloys = 1250 N/mm? TiAlN04SN2 TAINAS2
v LEEE JLNESE HEAS Nickel alloys, cobalt alloys and iron alloys
w7l Pure nickel < 600 N/mm2 Ni 99,6 - =TIl
— ™ . < 1000 N/mm2 Monel 400 EXJL 400, /\AT OB
Vol EGE Nickel-base alloys =7600 N/mm? Tnconel 718 737V 718
. N < 1000 N/mm?2 Udimet 605 Udimet 605
JNILREE®R Cobalt-base alloys = 1600 N/mm2 Haynes 25 NS
HEES Iron-base alloys < 1500 N/mm2 Incoloy 800 >0 800
Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4
H 2 50 - 55 HRC Hardox 550 J\—RvwJ X550
3 | = SEEH. SiREk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
5 63 - 66 HRC HSSE R 0
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Dry machining Flood and dry machining
S 822 9899
ER K=IL Rap ER K=l Rap Rap
A=IZOVR
#
NR fine
- - - - - - 2614AZ | 2616AZ - - - - - - 2614LZ | 2616Lz | T
2869A | 2873A | 2875A | 2869AZ | 2673AZ | 2667A | 2615AZ | 2617AZ | 2860L | 2873L | 2875L | 2869LZ | 2673LZ | 2667L | 2615L.Z | 2617Lz | R
8 10 12 14 16 18 20 22 8 10 12 14 16 18 20 22 | ~—-Page
9 1 13 15 17 19 21 23 9 11 13 15 17 19 21 23 B ve/f,
[ | | [ | | [ | | [ | | [ | | | | [ | | | |
[ | | [ | | [ | | [ | | | | | | | ] | ]
[ | | [ | | [ | | [ | | [ | | | | [ | | | |
[ ] [ [ [ [ [ [ [ [ [ [ [ [ ] [ ]
[ | | [ | | [ | | [ | | [ | | | | | | | |
] ] 0 m] ] .
m] O 0 B m] 1 |M
4.
[] [] [] [] [] [] [] [] [] [] [] [] [] [] [] []
] ] ] ] ] ] ] ] ] ] ] ] ] ] ] (]
(] [] (] [] (] [] (] [] (] [] (] [] (] [] [] []
(] [] (] [] (] [] (] [] (] ] (] [] (] ] (] ]
(] (] (] (] (] (] (] (] (] (] (] (] (] [] (] []
(] (] (] (] (] (] (] (] (] (] (] (] (] [] (] []
] ] ] ] ] ] ] ] ] ] ] ] ] [] ] (]
(] ] ] ] ] ] ] [ (] ] (] ] (] ] ] ]
] 0 o] 0
O O m] 0
] ] m] O
(] [] (] [] (] [] (] [] (] [] (] []
(] (] (] (] (] (] (] (] (] (] (] []
(] (] (] ] (] ] O ] (] ] (] ] ] ] 0 m]
] ] ] ] (] ] ] ] ] ] ] (]
] ] ] ] ] ] ] ] ] ] ] (]
(] [] (] [] (] [] O O (] ] ] ] ] ] m] ]
(] [] (] [] (] [] (] [] (] ] (] ]
(] (] (] (] (] (] (] (] (] [] (] []
m] ] m] 0 m] ] 0 ] 0 m] 0 ]
[] [] [] [] [] [] [] [] [] [] [] [] [] [] [] []
] 0 ] ] 0 o]
] O m] m] O m]
m] 0 =] 0 0 0
[] [] [] [] [] [] [] [] [] [] [] [] [] [] [] []
0 0 0 0 H
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- ZHEE/\INTA—~ VA - Multi-functional, m RZNT v hBITRSAIT
V=)l high performance tool NR fine Dry machining Flood and dry machining
- EWDIHIEST - Low cutting forces NN
-BWHROSMIERS - Short flute length N— [Eu[E]
-ty —HY R - Centre cutting d.-r
-3EEOTERS - 3 lengths available et
ESSSSI E
DIN 6535
{__JHA
HB
—
—— | C

S oy Ry ) ( \ S
g AN NI, 2
I § ‘
I3
Iy
I A=IZoVR A=IZFOVR
d—F <% - Coating TIALN ALCR
TSR - WHIM (R—Y62 ) Applications — material (see page 6) P P
- MR W BRI AT TS - For many materials K | 11-21
- BAROTIK TR E % ER - High-volume machining 212852 Caaz)
-ARELGIMIRETICHIFSRMI - Suitable for roughing N S <1 K (11=42)
ICRiE under unstable conditions LT N (21-2852] 4.1
H 1.1 I
B4 - Long design
SRBYE - Order code 2869A 2869L
0 dy Iy I3 I 0 ds lg 0 dy Ia Z B4 X
hi1 h6 M | BE
1 1,5 8 38 09 9 37 - 3 .001 o [ )
2 3 8 57 1,9 15 6 21 3 .002 [ ] [
3 5 14 57 29 18 6 21 3 .003 [} [ )
4 8 18 57 3,8 20 6 21 3 .004 ) °
5 9 19 57 4,8 20 6 21 3 .005 () °
6 10 20 57 5,8 - 6 21 4 .006 ® [ ]
8 12 25 63 7,7 = 8 27 4 .008 () [ )
10 15 30 72 9,5 - 10 32 4 .010 [} °
12 18 35 83 11,5 - 12 38 4 .012 [ [}
14 21 35 83 13,5 — 14 38 4 014 ° °
16 24 40 92 15,5 = 16 44 4 .016 [} )
20 30 50 104 19,5 - 20 54 4 .020 [} [ )
25 38 65 125 24,2 = 25 69 5 .025 () [ new |
1R v
Straight shank

MIES - BEMKRRM vy bt
Machining example — 1.0570 (S355J2+N), with coolant

BE .
A Article no.: 2869L.010
He L : [d] 10 mm
3 Tool diameter: 1
s M .
5B Cutting speed: [Vel 240 m/min
£ N1 DIED
= © < o
,§,, § Feed per tooth: [ 0,07 mm
WS WAEAHE -
ﬁl s Axial depth of cut: (ap] 10 mm
&2 BAOYIAHE
ks Radial depth of cut: [2c] 4 mm
H2 s n 7640 min-t
ER TV WVT4 Ay Speed: [n]
Conventional end mill FRANKEN Multi-Cut z N .
:fegﬁfd; [v] 2140 mm/min

8 EMUGE o = IZHETEEE T - Stock tool Z3ESH - Ordering example: 2869A.001
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Solid carbide end mills — long design with short flute length FRER - Valid for
===
2869A
- NR 2869L
- = —
‘__ S I I
5 i < <
4 &
0 dq
CLI ‘ 0 d4 ‘ & <
3+ | ————|
dg de de
ae:d1 ae=0,4XdT ae:O‘ZXdW _
YIEIERRE HHr=bixb PIEIERE HHpr=bixb PIEIERE H&BfeDED % m" MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
160 0,007 x dy 180 0,008 x dy 200 0,009 x d o o o n
150 0,006 x d4 170 0,007 x dq 190 0,008 x d o o o n
140 0,005 x dy 160 0,006 x dy 180 0,007 x d o n O n
120 0,004 x dq 140 0,005 x dq 150 0,005 x dq o u o [
100 0,004 x d 120 0,004 x dy 130 0,005 x dq o n o n
11 60 0,003 x d; 70 0,004 x d; 80 0,004 X dy u
M[ 21 50 0,003 x dy 60 0,004 x dy 70 0,004 x dy 0
31
4.1
160 0,007 x dy 180 0,008 x dy 200 0,009 x d & n O u
160 0,007 x dy 180 0,008 x d; 200 0,009 X dy 0 n O n
140 0,006 x d; 160 0,006 x d; 180 0,007 x dy O O 0 u
140 0,006 x dy 160 0,006 x dy 180 0,007 x dy = u = u
120 0,006 x dy 140 0,006 x dy 150 0,007 x dy = u O u
120 0,006 x d; 140 0,006 x d; 150 0,007 x dy O n O u
100 0,004 x d; 120 0,005 x d; 130 0,005 X dy O n O u
80 0,004 xd 90 0,005 xd 100 0,005 X d 0 n O u
140 0,007 x dy 160 0,008 x dy 180 0,009 x dy = u
140 0,007 x dy 160 0,008 x dy 180 0,009 x dy = u
140 0,007 x dy 160 0,008 x d; 180 0,009 x dy O O 0
130 0,006 x d; 150 0,006 x d; 160 0,007 x dy O u
130 0,006 x d; 150 0,006 x d; 160 0,007 x dy O n
130 0,006 x d; 150 0,006 x d; 160 0,007 x dy 0 O u
80 0,004 x dy 90 0,005 x dy 100 0,005 x dy u
80 0,004 x dy 90 0,005 X dy 100 0,005 X dy u
320 0,011 x dy 370 0,012 x d; 400 0,014 x d; = O u
80 0,004 x d; 90 0,005 x d; 100 0,005 X dy u
1.1 80 0,004 x dy 90 0,004 x dy 100 0,005 x dy = u
H B
5
= 38 - very suitable 9
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- Multi-functional,
high performance tool

fine

RZCT
Dry machining

VY hBLTRFIIT
Flood and dry machining

- {EWDIHIHEST - Low cutting forces NR PAYaVavel
-y —hvh - Centre cutting N—
-3EEOIERS - 3 lengths available
B
===
DIN 6535
{__JHA
HB
—
|
5 %E ey - R
| g %&
2 (=Y
k 3-5°
: W | velfe
'8
~ Iz e
5! oy Ry ) ( \ 5
2 N NI, 2
2 § ‘
I3
Iy
I A=IZoVR A=IZFOVR
d—F <% - Coating TIALN ALCR
SEFREEE - HEIM (R— VS R) Applications — material (see page 6) P P
- MRIE W B IR TS - For many materials K | 11-21
- BAROTIK T E%ER - High-volume machining 212852
- AREGIMIRETICHIFSRMI - Suitable for roughing N R <1 K (142)
(=2 under unstable conditions LT N (21-2852] 4.1
H 1.1
DIN 6527 - >4/ - Long design
SRBYE - Order code 2873A 2873L
o dy I I3 Iy 0 ds ly 0d, Iy zZ | Y4X
hi1 h6 M%) | BE
3 8 14 57 29 18 6 21 2 .003 [} [ )
4 11 18 57 3,8 20 6 21 3 .004 [ ] °
5 13 19 57 4,8 20 6 21 3 .005 [} [ )
6 13 20 57 58 - 6 21 4 .006 [} [ )
8 19 25 63 7,7 = 8 27 4 .008 () [ )
8 19 25 6 77 - 8 27 5 | .008005 e [mM
10 22 30 72 )5 = 10 32 4 .010 [} [ )
10 22 30 72 9,5 — 10 32 5 .010005 [ ] [ new |
12 26 35 83 11,5 - 12 38 4 .012 ® [}
12 26 35 83 11,5 — 12 38 5 .012005 [ m
12 26 3B 83 11,5 - 12 38 6 .012006 )
14 26 35 83 13,5 - 14 38 4 014 ) °
14 26 85 83 185 - 14 38 5 .014005 ) [ new |
16 32 40 92 15,5 — 16 44 4 .016 [ ] [
16 32 40 92 155 = 16 44 5 016005 [} m
16 32 40 92 15,5 - 16 44 6 .016006 ®
18 32 40 92 17,5 = 18 44 4 .018 ° [ )
20 38 50 104 19,5 = 20 54 4 .020 [} °
20 38 50 104 19,5 = 20 54 5 .020005 ° [ new |
20 38 50 104 19,5 — 20 54 6 .020006 ) °
25 45 65 125 242 - 25 69 6 | 025006 e Im

o=

o= EXETEEE & - Stock tool

Z3ESA - Ordering example: 2873A.003



H)BIZ&44 - Cutting Conditions

FRANKEN

& SNTZe/er-Cue
= LIVT1hYys TVRIN-AVT9A4T
Solid carbide end mills — long design FRER - Valid for
===
2873A
—_—
NR 2873L
Z(HE)=3/4 " Z(9%)=5"
S S
=< =<
- o ©
k=] — —
< 1 1}
[Te) o o
= S & &
Il Il
< <
] K 7 ——Ich < ‘ 0 ‘ <
3+ [t
a e e
ae=d1 ae=d1 ae=0,4xd1 ae=0,2xd1 TIALN
YVHBRE | AHhED | YHERE | WHDXD | THERE | AHDED | YIELRE | IHEOHED \KA" MMS %
Ve [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
140 0,006 x d4 140 0,006 x d4 160 0,007 x d4 180 0,008 x d4 u] m] O [ ]
130 0,006 x d4 130 0,006 x d4 150 0,006 x d4 170 0,007 x dy m] a (] u
120 0,005 x d4 120 0,005 x d4 140 0,005 x d4 160 0,006 x d4 m] [ ] O [ ]
110 0,004 x d4 110 0,004 x d4 130 0,004 x d4 140 0,005 x d4 m] u a u
100 0,004 x d4 100 0,004 x d4 120 0,004 x d4 130 0,004 x d4 m] [ ] o [ ]
11 60 0,003 X dy 60 0,003 X dy 70 0,004 x dy 80 0,004 x dy u
M[ 21 50 0,003 x d4 50 0,003 x d4 60 0,004 x d4 70 0,004 x d4 []
3.1
4.1
140 0,007 x d4 140 0,007 x d4 160 0,007 x d4 180 0,008 x d4 =] [] ] ]
140 0,007 x d4 140 0,007 x dy 160 0,007 x dy 180 0,008 x d4 =] [] [m] []
120 0,005 x dy 120 0,005 X dy 140 0,006 X dy 160 0,007 X dy 0 u 0 u
120 0,005 x d4 120 0,005 x d4 140 0,006 x d4 160 0,007 x dy [m] [] [m] u
110 0,005 x d4 110 0,005 x d4 130 0,006 x d4 140 0,007 x dy [m] [] [m] u
110 0,005 x d4 110 0,005 x d4 130 0,006 x d4 140 0,007 x d4 =] [] =] ]
80 0,004 x d4 80 0,004 x d4 90 0,004 x d4 100 0,005 x d4 [m] [] =] []
70 0,004 x d 70 0,004 x d 80 0,004 x d 90 0,005 x d =] [] =] []
120 0,007 x dq 120 0,007 x dq 140 0,007 x dq 160 0,008 x dq 0 u
120 0,007 X dq 120 0,007 X dq 140 0,007 x dq 160 0,008 X dq E [
120 0,007 x d4 120 0,007 x d4 140 0,007 x d4 160 0,008 x d4 =] =] []
110 0,005 x d4 110 0,005 x d4 130 0,006 x d4 140 0,007 x d4 ] []
110 0,005 x d4 110 0,005 x d4 130 0,006 x dy 140 0,007 x dy [m] []
110 0,005 X dy 110 0,005 X dy 130 0,006 X dy 140 0,007 x dy @ O u
70 0,004 x d4 70 0,004 x d4 80 0,004 x d4 90 0,005 x d4 []
70 0,004 x d4 70 0,004 x d4 80 0,004 x d4 90 0,005 x d4 ]
280 0,010 x dy 280 0,010 x dy 320 0,011 xdy 360 0,012 xdy 0 O [
70 0,004 x d 70 0,004 x d; 80 0,004 x d; 90 0,005 X dy u
1. 70 0,004 x dq 70 0,004 x dq 30 0,004 x dq 90 0,004 x dq o u
H B
5
W - 538 - very sutable 16 MRS FIEEMTICEBRTEE A 11
[ = #FHATBE - suitable Design with 6 flutes is not suitable for full slot milling!



FRANKEN @8I R3IL LILF+Fv - Solid Carbide End Mills

RZCT
Dry machining

ERE
: 5

NT/er-Cut
- SHEE/\(/\T A=YV - Multi-functional, @
V=)l high performance tool NR fine
- EWDIHIEST - Low cutting forces PAYaVavel
- BWIRDOSMIMEEES - Short flute length
-EyE—Hvk - Centre cutting
-3EEOTIERS - 3 lengths available BE
DIN 6535
{__JHA
HB
—
| C
45° 45°
= ) =1 5
SBOAXR A =
l2 é’ ‘ 3-5°
I3
I ZA - Vcéfz
N 13
=~Ia
£) Ry ) ( \ 5
2 AN NI =
l2 f ‘
I3
lg
i

A—ILSIVK

VY hBLTRFIIT
Flood and dry machining

A=IZIVEK

Od—7« % - Coating TIALN ALCR
EREE - KEIM (R—Y6SR) Applications — material (see page 6) P P
- TEIA WV [ It - For many materials K | 1.1-2.1
- BRREOYIK TR E % ERK - High-volume machining aaz)
- RERERMIERETICHIFSTIMI - Suitable for roughing N [21-28,52) 41 K 11-42
(CEE under unstable conditions HEEEE ) N (21-28,52] 4.1
W )
IO AMZ0O2% - Extralong design
SRBIE - Order code 2875A 2875L
0 d4 lo I3 4 g ds g 0 dp I Z 14X
h1t e e s | BE
3 5 19 62 2,9 23 6 26 3 .003 [} [ )
4 8 23 62 3,8 25 6 26 3 .004 ) °
5 9 24 62 4.8 25 6 26 3 .005 ® [}
6 10 25 62 5,8 - 6 26 4 .006 [} °
8 12 30 68 7,7 = 8 32 4 .008 [} [ )
10 15 35 80 9,5 - 10 40 4 .010 [} °
12 18 45 93 11,5 - 12 48 4 012 ° [ )
14 21 50 99 13,5 - 14 54 4 .014 [ ] )
16 24 5 108 185 = 16 60 4 .016 [} [ )
20 30 70 126 19,5 - 20 76 4 .020 ° °
25 38 90 150 242 - 25 94 5 025 e m
MIEF-vY—Ayo X33 d—ILRI7
Machining example — Toolox 33, with cold-air coolant
3%
A iﬁ to 2873A.010
Article no.:
TERE:
I Tool diameter: [d] e
HE MR : .
z?;f 8 Cutting speed: [vel 160 m/min
N R fchikD :
2?,2 3 Feed per tooth: [ G{us o
¥ ®
S o A RVLAKE :
%’J % Axial depth of cut: (2] UL
S
=2 BRARYBAHE :
gg = Radial depth of cut: [2e] 4 mm
i 2 e
I & s@w&' [n] 5095 min-"
H S peed:
= 5 = XD
e %N |Voar eI beS = :
Conventional end mill  FRANKEN Multi-Cut Feed speed: [vi TG0 T

"

o= EXETEEE & - Stock tool

Z3ESA - Ordering example: 2875A.003



H)BIZ&44 - Cutting Conditions

FRANKEN

& SNTZe/er-Cue
= LIVTF4hvh TVRIN-23— A VROV T5147
Solid carbide end mills — extra long design with short flute length FHERE - Valid for
2875A
ESSSS )
—_—
NR 28751
= -
= i i
I oS <
<
QI e e
3+
2 ER a
ae:d1 ae=0,4XdT ae:O‘ZXdW _
YIEIERRE H&Hf=DFED PIEIERE H&Hf=DFED PIEIERE HHi=hED % m" MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
130 0,005 x dy 140 0,005 x dy 160 0,006 x dy o o o .
120 0,004 x dy 130 0,005 x dy 140 0,005 x dy o o o n
110 0,004 x dy 120 0,004 x dy 130 0,005 x dy o " o .
90 0,003 x dy 100 0,003 x dy 110 0,004 x dy o ] o "
80 0,003 x dy 90 0,003 x dy 100 0,003 x dy o " o .
11 50 0,003 % 60 0,004 x 70 0,004 x u
M[ 2i ) 0,003 x 50 0,004 xdy 60 0,004 xd u
31
41
130 0,005 x dy 140 0,006 x dy 160 0,006 x d 0 " B 0
130 0,005 x dy 140 0,006 x dy 160 0,006 x dy O " E 0
120 0,004 xdy 130 0,004 xdy 740 0,005 xdy 0 0 E 0
720 0,004 xdy 730 0,004 xd 140 0,005 xdy & u g u
700 0,004 x 110 0,004 x 120 0,005 xdy & u g u
700 0,004 xd 110 0,004 x 120 0,005 xdy 0 u B 0
80 0,003 xdy 90 0,003 xdy 100 0,004 x 0 " B 0
70 0,003 xd 80 0,003 xd 80 0,004 xd 0 " E 0
120 0,005 x dy 730 0,006 x dy 740 0,006 x dy O 0
120 0,005 xdy 730 0,006 x dy 140 0,006 x dy 5 =
120 0,005 xdy 130 0,006 x dy 140 0,006 x dy o B 0
110 0,004 xdy 120 0,004 xdy 130 0,005 x dy B 0
110 0,004 x dy 120 0,004 xdy 130 0,005 x dy E 0
110 0,004 xdy 120 0,004 xdy 130 0,005 xdy O E 0
70 0,003 % 80 0,003 %y 80 0,004 xd 0
70 0,003 xd 80 0,003 xd 80 0,004 xd 0
270 0,008 x d 300 0,008 xdy 320 0,009 x d O E 0
70 0,003 % 80 0,003 %0 80 0,004 x u
1 70 0,003 x dy 80 0,003 x dy 80 0,003 xdy O u
H B
5
W = 558 - very suitable 13
[ = #FHATBE - suitable



FRANKEN @8I R3IL LILF+Fv - Solid Carbide End Mills

N7e/tr-Cue
- SHEE\(/NTA—~ A - Multi-functional, m RZNT v hBITRSAIT
V—Jb high performance tool NR fine Dry machining Flood and dry machining
- EWDIHIEST - Low cutting forces PAYaVavel
-BWHRDOSRIMES - Short flute length — =
- BOHNS DN ERAETHIN - Internal coolant supply, EI [=] EI %
fFZ (ICA axial exit (ICA) ICA
—
=)
B
=l DIN 6535
— i
) B g, N ) g —_—
l2 é: ‘ M L
I3 45° 45°
[
1 %&
~h =
ZA - vG/fZ
EHIE Y E—7 ¢ ] R
=S - = 15
kb |a |
I3
lg
I A=ILZIVR A—=ILZIoVR
d—5 >4 - Coating TIALN ALCR
BEREHE - KA (R—Y62R) Applications — material (see page 6) P P
- MR W BRI AT TS - For many materials K | 1.1-21
- BARDEI S HEHEEER - High-volume machining 5 Caaz)
- REEBMNIERETICHIFSIIMI - Suitable for roughing N[21-28 | 1214 K (1142
ICBE under unstable conditions N 4.1 N (2128 ) 1.2-14
S 1.1-1.3 N 41
H 14 S 11413
Ha )
A>% - Long design
SRBIE - Order code 2869AZ 2869LZ
0 dy lo I3 I g ds l4 0 do In z 14X
h11 e el (I | BE
3 3 14 57 29 18 6 21 3 .003 [} [}
4 8 18 57 3,8 20 6 21 3 .004 ) ®
5 9 19 57 4,8 20 6 21 3 .005 [} [}
6 10 20 57 5,8 - 6 21 4 .006 () °
8 12 25 63 7,7 = 8 27 4 .008 [} )
10 15 30 72 9,5 - 10 32 4 .010 [} °
12 18 35 83 11,5 - 12 38 4 012 () [}
14 21 35 83 13,5 - 14 38 4 .014 ® [
16 24 40 92 185 = 16 44 4 .016 [} [}
20 30 50 104 19,5 — 20 54 4 .020 [J ®

"

o= EXETEEE & - Stock tool

Z3ESLA - Ordering example: 2869AZ.003



H)BIZ&44 - Cutting Conditions

7
!

m
Ui
HiEjin

V 4
:

LIWVT1HYs TVRIN-2a— A AV TI1T
Solid carbide end mills - long design with short flute length

|

FRANKEN

& SN7u/er-Cut

FRES - Valid for

2869AZ
2869LZ

i _c,)_
2 = i i
5 i < <
&
0 dq
QI & &
3+
dg de de
de = d1 de = 0,4 x d1 de = 0,2 x d1 TIALN
AR HHr=bixb TIHIRRE H&BfeDED TIHIRRE H&BfeDED % \ZA" MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
160 0,007 x d4 180 0,008 x d4 200 0,009 x d4 u] O [m] [ ]
150 0,006 x d4 170 0,007 x d4 190 0,008 x d4 o o o |
140 0,005 x d4 160 0,006 x d4 180 0,007 x d4 m] [ ] O [ ]
120 0,004 x d4 140 0,005 x d4 150 0,005 x d4 o ] o ]
100 0,004 x d4 120 0,004 x d4 130 0,005 x d4 m] [ ] [m] [ ]
1.1 80 0,004 x d4 90 0,005 x d4 100 0,005 x d4 ]
M[ 21 60 0,004 x d4 70 0,005 x d4 80 0,005 x d4 []
3.1
4.1
160 0,007 x d4 180 0,008 x d4 200 0,009 x d4 =] [] [5] ]
160 0,007 x d4 180 0,008 x d4 200 0,009 x d4 =] [] 5] []
140 0,006 x d4 160 0,006 x d4 180 0,007 x d4 =] [] [m] []
140 0,006 x d4 160 0,006 x d4 180 0,007 x d4 [u] [] ] [
120 0,006 x d4 140 0,006 x d4 150 0,007 x d4 [m] [] [] [
120 0,006 x d4 140 0,006 x d4 150 0,007 x d4 =] [] [5] ]
100 0,004 x d4 120 0,005 x d4 130 0,005 x d4 [m] [] O []
80 0,004 x d 90 0,005 x d 100 0,005 x d =] [] [5] []
480 0,009 x d4 550 0,010 x d4 600 0,011 x d4 []
480 0,009 x d4 550 0,010 x d4 600 0,012 x d4 []
320 0,009 x d4 370 0,010 x d4 400 0,011 x d4 []
140 0,007 x d4 160 0,008 x d4 180 0,009 x d4 5] []
140 0,007 x d4 160 0,008 x d4 180 0,009 x d4 5] []
140 0,007 x d4 160 0,008 x d4 180 0,009 x d4 =] [5] ]
130 0,006 x d4 150 0,006 x d4 160 0,007 x d4 [5] []
130 0,006 x d4 150 0,006 x d4 160 0,007 x d4 5] []
130 0,006 x d4 150 0,006 x d4 160 0,007 x dy =] [m] ]
80 0,004 x d4 90 0,005 x d4 100 0,005 x d4 []
80 0,004 x d4 90 0,005 x d4 100 0,005 x d4 []
320 0,011 x dy 370 0,012 x dy 400 0,014 x dy =] [=] []
80 0,004 x d4 90 0,005 x d4 100 0,005 x d4 ]
80 0,005 x d4 90 0,006 x d4 100 0,006 x d4 []
60 0,004 x d4 70 0,005 x d4 80 0,005 x d4 []
40 0,004 x dy 50 0,004 x dy 50 0,005 X dq u
1.1 80 0,004 x d4 90 0,004 x d4 100 0,005 x d4 [E] []
H B
5
= %3 - very suitable 15

ATEE - suitable



ERANKEN @8Iy R3IL LILF+Fv b - Solid Carbide End Mills

N7e/tr-Cue
- SHEBENAINT A —N VR - Multi-functional, @ RS4inT v hBEITRZIINT
a2 high performance tool NR fine Dry machining Flood and dry machining
-TERCEICEHDI—F - Several corner radii per NN
—REZA>FVT cutting diameter — M -
- BOHNS DN ERAEHIN - Internal coolant supply, EI [=] [=l %
fit2= (cA) axial exit (ICA) ICA ?
E:2eE:
=)
B \
——
DIN 6535
{_JHA
HB
—
| &
45° ER
/N
3-5°
—
2l ZA - Vcéfz
N
s - 3 17
k l2 é: ‘
I3
I A=IZIVR A=IZFIVR
d—5 >4 - Coating TIALN ALCR
BEREHE - KA (R—Y62HR) Applications — material (see page 6) P P
- MRIE W B IR TS - For almost all materials K | 1.1-21
- BARDEI S HEHEEER - High-volume machining 5 Caaz)
- RNEEBMNIERETICHIFSITIMI - Suitable for roughing N [21-28 | 1214 K (1142
ICBE under unstable conditions N 41 N (2128 ) 1.2-14
S 1113 N 41
H 14 S 1.1-1.3
HCa )
DIN 6527 — C1>% - Long design J—7—Rf+Z - Corner radius
S FRBYE - Order code 2673AZ 2673LZ
0 dq r lo I3 l4 0 ds 0 dyp In Z 14X
i1 e el (I | BUE
6 0,5 13 20 57 58 6 21 4 .006005 () [}
6 1 13 20 57 5,8 6 21 4 .006010 ) °
6 1,5 13 20 57 5,8 6 21 4 .006015 ° [
8 0,5 19 25 63 7,7 8 27 4 .008005 () °
8 1 19 25 63 7,7 8 27 4 .008010 [} )
8 1,5 19 25 63 7,7 8 27 4 .008015 [} °
8 2 19 25 63 7,7 8 27 4 .008020 [} [}
10 1 22 30 72 9,5 10 32 4 .010010 ® °
10 1,5 22 30 72 95 10 32 4 .010015 ® )
10 2 22 30 72 9,5 10 32 4 .010020 [} °
12 1 26 o 83 11,5 12 38 4 .012010 () [ )
12 1,5 26 35 83 15 12 38 4 .012015 (] °
12 2 26 o 83 11,5 12 38 4 .012020 () [}
12 3 26 35 83 11,5 12 38 4 .012030 ) ®
14 1 26 B 83 13,5 14 38 4 .014010 ° [}
14 1,5 26 35 83 13,5 14 38 4 .014015 ) °
14 2 26 89 83 18 14 38 4 .014020 ® )
14 3 26 35 83 13,5 14 38 4 .014030 (] °
16 1 32 40 92 15,5 16 44 4 .016010 ® [}
16 1,5 32 40 92 15,5 16 44 4 .016015 () °
16 2 32 40 92 15,5 16 44 4 .016020 ® [}
16 3 32 40 92 15,5 16 44 4 .016030 (] °
20 1,5 38 50 104 19,5 20 54 4 .020015 ° [ )
20 2 38 50 104 19,5 20 54 4 .020020 ® ®
20 3] 38 50 104 19,5 20 54 4 .020030 ) ]

MDI—F—ROFHREFHRLET

Other corner radii available on request

16 o = 1E#ETEEE & - Stock tool Z3ESH - Ordering example: 2673AZ.006005



H)BIZ&44 - Cutting Conditions

7
!

m
Ui
HiEjin

LIVFa vk VRS D—F—REE-AOVT51T

Solid carbide end mills with corner radius — long design

|

FRANKEN

& SN7u/er-Cut

FFRES - Valid for

2673AZ
2673LZ

3 S =]
{. - o o
- k=] — —
‘- < I I
[fe) o o
= — 3 3]
7 I
£ 5
0 dq
— <& <&
=
a, Qe de
de = d1 de = 0,4 x d1 de = 0,2 x d1 TIALN
YIEIERRE HHr=bixb PIEIERE H&BfeDED PIEIERE H&BfeDED % \ZA" MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] %) | MaL
140 0,006 x d 160 0,007 x dq 180 0,008 x d o o O n
130 0,006 x d 150 0,006 x d 170 0,007 x dq o o o n
120 0,005 x d 140 0,005 x d 160 0,006 X d o n o n
110 0,004 x dq 130 0,004 x dq 140 0,005 x dq o u o L
100 0,004 x dy 120 0,004 x dq 130 0,004 x dq o n o n
1.1 70 0,004 x dy 80 0,004 x dy 90 0,005 x dy O
M[ 21 60 0,004 x dy 70 0,004 x dy 80 0,005 x dy 0
31
41
140 0,007 x dy 160 0,007 x dy 180 0,008 x d o n O n
140 0,007 x dy 160 0,007 x dy 180 0,008 X dy = n O n
120 0,005 x dy 140 0,006 x dy 160 0,007 X dy 0 O O O
120 0,005 x dy 140 0,006 x dy 160 0,007 x dy = u = u
110 0,005 x dy 130 0,006 x dy 140 0,007 x dy = u = u
110 0,005 x dy 130 0,006 x dy 140 0,007 x dy O n O n
80 0,004 x dy 90 0,004 x dy 100 0,005 X dy O n O n
70 0,004 x d 80 0,004 x d 90 0,005 X d = n O n
420 0,008 x d; 480 0,009 x dy 550 0,010 x dy O
420 0,008 x dy 480 0,009 x dy 550 0,017 x dy n
280 0,008 x dy 320 0,009 x dy 360 0,010x dy n
120 0,007 x dy 140 0,007 x dy 160 0,008 x d = O
120 0,007 x dy 140 0,007 x dy 160 0,008 x dy = O
120 0,007 x dy 140 0,007 x dy 160 0,008 x dy O O n
110 0,005 x dy 130 0,006 x dy 140 0,007 x dy O n
110 0,005 x d 130 0,006 x d 140 0,007 x dy O n
110 0,005 x dy 130 0,006 x dy 140 0,007 x dy 0 0 O
70 0,004 x dy 80 0,004 x dy 90 0,005 x dy 0
70 0,004 x dy 80 0,004 x dy 90 0,005 x dy O
280 0,010 x dy 320 0,011 x dy 360 0,012 x dy 0 O O
70 0,004 x dy 80 0,004 x dy 90 0,005 x dy O
70 0,005 x d 80 0,005 x d 90 0,006 x dy n
60 0,004 x dy 70 0,004 x dy 80 0,005 x dy n
40 0,003 x dy 50 0,004 x dy 50 0,004 x dy n
1.1 70 0,004 x dy 80 0,004 x dy 90 0,004 x dy 0 n
H B
.l

W = 53 - very suitable
[ = SEFAFTRE - suitable

BB



FRANKEN #BIyRs)L LILFHhyh R—)L - Solid Carbide Ball Nose End Mills

N7e//tr-Ceste

- ZHEBENAINT A —N VR
V=)L

- 7O77 (IS EDRYIAT
TBH TR BT

- FRIDA (F2 T DF&E

- Multi-functional,

high performance tool
- Chip-breakers also

in the radius section
- 2 centre cutting edges

T

i

skl
] s
- éoﬁ

RZCT
Dry machining

W
Of s

VY hBLTRFIIT
Flood and dry machining

—
S ( \ S 45° R—JL
= NS \ JJ =
|2 1S
ls 3-5°
: G- vt |
<)
~ Iz —gJ
E@\‘\\ ( \ =
s NN \ JJ =
¢ I f ‘
I3
Iy
I A=IZoVK b e | A D24
d—F <% - Coating TIALN ALCR
BEREHE - KA (R—Y62HR) Applications — material (see page 6) P P
S FEAETRTOHEEIFITTT IS - For almost all materials K K
- ALREBMIRETICHFBFTIMI - Suitable for roughing
[CBRE under unstable conditions N [21-28,52] 4. N (21-28,52] 41
- B CARTOE T ICEE - Suitable for 3D-roughing S 1.1-13 S 1113
Hi 14 Higt
B4 - Long design
R FBVE - Order code 2667A 2667L
0 dy r Iy I3 I pd3 Iy edy  a Z H14X
hi1 n6 (%) BE
3 1,5 8 14 57 29 18 6 21 3 .003 [ ] [ )
4 2 11 18 57 3,8 20 6 21 3 .004 [ ] [
5 25 13 19 57 4,8 20 6 21 3 .005 [ ] [ )
6 3 13 20 57 5,8 - 6 21 4 .006 [ ] [ )
8 4 19 25 63 7.7 - 8 27 4 .008 () [ )
10 5 22 30 72 9,5 — 10 32 4 .010 [ ] °
12 6 26 85 83 11,5 - 12 38 4 .012 ° [ )
14 7 26 35 83 13,5 — 14 38 4 .014 ° °
16 8 32 40 92 15,5 - 16 44 4 .016 o [ )
20 10 38 50 104 19,5 - 20 54 4 .020 [J )

o=

o =EXETEEE & - Stock tool

Z3ESA - Ordering example: 2667A.003



H)BIZ&44 - Cutting Conditions FRANKEN

& SN7u/er-Cut
LIVF4Ayh TYRSL K= -OvT9147
Solid carbide ball nose end mills — long design FREE - Valid for
2667A
NR 26671
S
I
s
2 =0,5xdy
IR HHDED
V¢ [m/min] f, [mm]
140 0,004 x d4 u] O O [ ]
130 0,003 x dy o o O ]
110 0,003 x d4 u] u [} [ ]
90 0,002 x dy o [ ] O ]
70 0,002 x d4 u} u O [ ]
1.1
M[ 21
3.1
4.1
140 0,004 x d4 u] [] [a] ]
140 0,004 x d4 [u] [] 5] []
130 0,003 x d4 m] [] ] ]
130 0,003 x dy 0 [] O ]
110 0,003 x dy =] [] 5] []
110 0,003 x d4 u] [] ] []
90 0,002 x d4 u] [] ] []
70 0,002 x d =] [] @] []
u
[]
[]
130 0,004 x d4 O []
130 0,004 x d4 O []
130 0,004 x d4 [m] [m] []
120 0,003 x dy 5] []
120 0,003 x dy O []
120 0,003 x d4 [m] =] ]
70 0,002 x dy []
70 0,002 x d4 []
290 0,006 x d4 O [a] ]
70 0,002 x dy O
70 0,003 x dy []
60 0,002 x dy []
40 0,002 x d4 []
70 0,002 x d4 5] []

W = 558 - very suitable 19
[ = SEFAFTRE - suitable [FRANKEN]



FRANKEN BEIYRIIL LLT«AYR "F2 7Ly " - Solid Carbide End Mills “Duplex”

NT/er-Cut
- SHEEI\NTA—< VA - Multi-functional, m RZNT v hBITRSAIT
V—Jb . high performance tool NR fine Dry machining Flood and dry machining
-T2 7Ly R A EE - With Duplex geometry 3055
- HPCEREEIN T EmEDANT - Combination of HPC- — = E =R
DA ICHIGUIESETE  and high-feed end mill 3 =
- BDHNS DN EREETHIN - Internal coolant supply, ICA :
{32 (ICA) axial exit (ICA) - [=]
=)
it
===
DIN 6535
CIHA
HB
—
45° | Ry
/N
3-5°
3 =l - | Ve/f;
S TN ZA‘ .
E Y ) E e
I 5 I
I3
I A=IZoVK b e | A D24
d—F <% - Coating TIALN ALCR |
BEREHE - KA (R—Y62HR) Applications — material (see page 6) P P
- FEAETRTOHHIMITKIG - For almost all materials K K
- REEBNIERETICHIFSTIMI - Suitable for roughing N 5855 N T
[CBRE under unstable conditions ; = ; =
- 2RIT. SRITTDFLRINT I8 - 2D and 3D contours can be produced H ) 12 ) Hi_ 14 1.2
DIN 6527 - >4/ - Long design
SURBIFE - Order code 2614AZ 2615AZ 2614LZ 2615LZ
od; Rgp r1/r9 M tnax 2 I3 ly od3 @dy I z B4 X
hit h6 | BE
6 08 29/06 1,74 02 13 20 57 58 6 21 4 .006 [ ] [} [ ] )
8 1 39/08 232 03 19 25 63 77 8 27 4 .008 [ ] () [ [}
10 12 49/1 29 04 22 30 72 95 10 32 4 .010 ([ ] [} [ ] [}
12 16 59/12 348 04 26 35 83 115 12 38 4 .012 o ® ® ®
16 22 78/16 464 05 32 40 92 155 16 44 4 .016 [ [J [ [

Duplex(Z2 7Ly 7 X) Y1 HKE
Duplex geometry

tmax = LEFRERE ST 7 X Ryp EDEEICEDHIDFZUEDRKAIE
Maximum rest material resulting from radius deviation from Rsp
R3p = CAM ED{RIEZI 7 X
Radius to be programmed in CAM
rn =EIAZITZX
Face radius
rp, =EAAZIYPRENBNEDIRSTIT X
_— Tangential radius between face radius and circumference cutting edge
Measuring point m =L—T—ICLBTERAERIV
Measuring point definition for measuring length using a laser

20 o = E#EFEEE & - Stock tool Z3ESXH - Ordering example: 2614AZ.006



H)BIZ&44 - Cutting Conditions

=)
=]
)

LIVT14HYs TVRIIN "Fa 7Ly IR -AVITIA4T
Solid carbide end mills “Duplex” — long design

|

HPC SEEZEMT
NEXEFERLIEMT

Roughing with circumference cutting edge

HSC =& T
EXNZFERUCEXEDFRMNT
High feed roughing with face cutting edge

FRANKEN

& SN7u/er-Cut

FFRET - Valid for
2614A7
261417
2615A7
2615LZ

=
5 i i
-ﬁ & 5 dg
&
e
< 0 d
A 3 d
2 =0y 2, = 0,4 xdy 2, =0,2x0d4 TIALN
YIHIERE (NHIcD&ED| VIHIRE |[NHIcDED| YIHLRE [(NHcDkD| YIHLRE [FNéHicDikD| #AmyhAd | EAEEIAM \{A* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] a[mm] ag[mm] )| MaL
0,005 x dy 0,006 x dy 0,007 x dy 0,038 x dy 0,05 x dy
150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 200 0,034 x d4 0,05 x dq 0,5x dy [m] [ ] | ]
130 0,004 x dy 140 0,005 x dy 160 0,005 x dy 170 0,030 x dy 0,04 x dy 04xd o n a
120 0,003 x d 130 0,004 x d 140 0,004 x d 160 0,024 x d 0,03 x d 0,3xdy o n o
110 0,003 x d4 120 0,003 x d4 130 0,004 x d4 140 0,022 x d4 0,03 x dq 0,3 x dy m] | ] =]
1.1
M[ 21
3.1
4.1
170 0,006 x d4 190 0,006 x d4 200 0,007 x d4 220 0,040 x d4 0,06 x dq 0,6 x dy =] [] []
170 0,006 x d4 190 0,006 x d4 200 0,007 x d4 220 0,040 x d4 0,06 x dq 0,6 x dy =] [] []
150 0,005 x dy 170 0,005 x dy 180 0,006 x dy 200 0,032xd; | 0,05xd 0,5 xdy 0 u [
150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 200 0,032 x dy 0,05 x dq 0,5xd4 =] [] ]
130 0,005 x d4 140 0,005 x d4 160 0,006 x d4 170 0,032 x d4 0,05 x dq 0,5 x dy [E] [] [
130 0,005 x d4 140 0,005 x d4 160 0,006 x d4 170 0,032 x d4 0,05 x dq 0,5 x dy [m] [] [
100 0,003 x d4 110 0,004 x d4 120 0,004 x d4 130 0,024 x d4 0,03 x dq 0,3 x dy [u] [] [
80 0,003 x d 90 0,004 x d 100 0,004 x d 100 0,024 x d 0,03 xd 0,3xd =] [] []
150 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,040 x d4 0,06 x dq 0,6 x dy 5] ]
130 0,005 X dq 140 0,005 X dq 160 0,006 X dq 170 0,032xd; | 0,05xdy 0,5 xdy 0 [
80 0,003 X dy 90 0,004 x dy 100 0,004 x dy 100 0,024xd; | 0,03xdy 0,3 xdy 0 [
11 80 0,003 X d 90 0,003 X d 100 0,004 x d 100 0,022 x dy 0,03 X dy 0,3xdq 0 n
H 1.2 80 0,003 x d4 90 0,003 x d4 100 0,004 x d4 100 0,020 x d4 0,03 x dq 0,3 x d4 [m] []
g
.5

W = 53 - very suitable
[ = SEFAFTRE - suitable

BB °



FRANKEN #@BIors LLT«Ayh "F27Ly2 X" - Solid Carbide End Mills “Duplex”

NT/er-Cut
- SHEEI\NTA—< VA - Multi-functional, m RZNT v hBITRSAIT
Y= . high performance tool NR fine Dry machining Flood and dry machining
-Fa 7Ly RYIAERE - With Duplex geometry aaddi
-HPCERERIN T E %N AT - Combination of HPC- et :
OMAICRIGLIEETER and high-feed end mill EI % EI (=] EI%E! [=] Erl
- BDH S DIRERKE AT - Internal coolant supply, ICA : : y
142 (IcA) axial exit (ICA) [=]:Et : [=] 5% [=] =5
-RWIAHERWY P YDI - Extralong design with —
JANZOVTEE long flute length ‘
B
=== ]
DIN 6535
CIHA
HB _
— In
/N w
3-5° :.
. W ZA: Ve E/ f, :
23 7
= O N 5 1.
S BRI - = 7
2 §
I3
I A=IZoVK A=IZoVK
d—3 >4 - Coating TIALN ALCR |
SEFREEE - #HHIM (R—Y 65 ) Applications — material (see page 6) P P
- FEAEITRTOBBIM T IS - For almost all materials K K
- ALEBRMIBETICHIFDFIMI - Suitable for roughing N SEER N on
=35 under unstable conditions = e
- 2RTT. SRTTOFRIN T IcHRE - 2D and 3D contours can be produced 1.1 1.2 H 1.2
IV AMZA>% - Extralong design
SREYE - Order code 2616AZ 2617AZ 2616LZ 2617LZ
gd; Rap  rq/r2 I twx b I3l @dg edy n  Z | BAX
h11 6 | BE
8 1 39/08 232 03 19 30 68 77 8 32 4 .008 [ ] [ ) [ ] °
10 12 49/1 29 04 22 3 8 95 10 40 4 .010 [} [} [ ] ®
12 16 59/12 348 04 26 45 93 115 12 48 4 .012 [ ] () [ ] °
16 22 78/16 464 05 32 55 108 155 16 60 4 .016 [J ) [ ] )

Duplex(Z2 7L v ¥ X) Y1 HKEt+
Duplex geometry

tmax = LEFRERE ST 7 X Ryp EDEEICEDHIDFZUEDRKAIE
Maximum rest material resulting from radius deviation from Rsp
R3p = CAM ED{RIEZI 7 X
Radius to be programmed in CAM
rn =EIAZITZX
Face radius
rp, =EAAZIYPRENBNEDIRSTIT X
_— Tangential radius between face radius and circumference cutting edge
Measuring point m =L—T—ICLBTERAERIV
Measuring point definition for measuring length using a laser

29 o = 1E#ETEEE & - Stock tool Z3ESH - Ordering example: 2616AZ.008



41244 - Cutting Conditions FRANKEN

& SNIu/er-Cut
LILTF4hYvh TYRIIV "FaTLy IR -TVANZAVTT1T
: f e » : 1y O i
Solid carbide end mills “Duplex” — extra long design B - Valid for
2616AZ
ESSSS )
—_— NR 261612
HPC EAERINT HSC E5EN T e
NEANZERLIRIMT EXNZFERUCEXEDFRMNT
Roughing with circumference cutting edge High feed roughing with face cutting edge
<} =
5 i i
-ﬁ & 5 dg
&
o
< 0 dq
g 3 e
2 =0y 2, = 0,4 xdy 2, =0,2x0d4 TIALN
YIHIERE (NHIcDED| VIHIRE [NHIcDED| YIHLRE [(NHcDikD| YIHLRE [FNéHicDikD| #AmThA | EAEEIAM \KA* MMS %
V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] V¢ [m/min] f, [mm] ap[mm] ag[mm] )| MaL
0,005 x d 0,006 X d 0,007 x d 0,038 x d 0,05 X d
150 0,005 x dy 170 0,005 x dy 180 0,006 x d 200 0,034 x dq 0,05 x dy 0,5 x dy o n n
130 0,004 x d 140 0,005 x d 160 0,005 x d 170 0,030 x dy 0,04 x dy 04xd o n o
120 0,003 x d 130 0,004 x d 140 0,004 x d 160 0,024 x dy 0,03 x d 0,3xd; o n o
110 0,003 x d4 120 0,003 x d4 130 0,004 x d4 140 0,022 x d4 0,03 x dq 0,3 x dy m] | ] =]
1.1
M[ 21
3.1
4.1
170 0,006 x d4 190 0,006 x d4 200 0,007 x d4 220 0,040 x d4 0,06 x dq 0,6 x dy =] [] []
170 0,006 x d4 190 0,006 x d4 200 0,007 x d4 220 0,040 x d4 0,06 x dq 0,6 x dy =] [] []
150 0,005 x dy 170 0,005 x d 180 0,006 x d 200 0,032xd; | 0,05xd 0,5 xdy 0 u u
150 0,005 x d4 170 0,005 x d4 180 0,006 x d4 200 0,032 x d4 0,05 x dq 0,5xd4 =] [] ]
130 0,005 x d4 140 0,005 x d4 160 0,006 x d4 170 0,032 x d4 0,05 x dq 0,5 x dy [E] [] [
130 0,005 x d4 140 0,005 x d4 160 0,006 x d4 170 0,032 x d4 0,05 x dq 0,5 x dy [m] [] [
100 0,003 x d4 110 0,004 x d4 120 0,004 x d4 130 0,024 x d4 0,03 x dq 0,3 x dy [u] [] [
80 0,003 x d 90 0,004 x d 100 0,004 x d 100 0,024 x d 0,03 x d 0,3xd =] [] []
150 0,006 x d4 170 0,006 x d4 180 0,007 x d4 200 0,040 x d4 0,06 x dq 0,6 x dy 5] ]
130 0,005 x dy 140 0,005 x dy 160 0,006 x dy 170 0,032xd; | 0,05xdy 0,5 xdy 0 u
80 0,003 x dy 90 0,004 x dy 100 0,004 x d 100 0,024xd; | 0,03xdy 0,3 xdy 0 u
11 80 0,003 X d 90 0,003 X d 100 0,004 x dq 100 0,022 x d; 0,03 X dy 0,3xdq 0 u
HI 12 80 0,003 x dy 90 0,003 x dy 100 0,004 x dy 100 0,020xd; | 0,03xdy 0,3 x4y E u
g
.5

W = 558 - very suitable 23
[ = #FHATBE - suitable [FRANKEN|
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